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~ Blanks are pmduced from a continuous sheet (3) of

material comprised of plastic-coated paper. Said blanks

- - areconveyed on an expanding mandrel carousel (13)to
~a bottom weld flap forming station (17) and then trans-
_'._.ferred to a.filling carousel (19). The packages which .~
- have been formed from the blanks are filled at a filling
- station. (20) and sealed at a top seam welding station
(23). A top weld flap forming station (26) and a top =
-~ weld flap sealing station (29) are disposed on a top form-
~. ing carousel which adjoins the filling carousel (19). The
- finished packages are discharged at a discharge station
- (30), to a discharge turntable (31). The machine may be -
used for manufacturing packages for llqmds, e.g.milkor
| _]ulces |

4 Claims, 9 -Drﬁwing Fig_ur’es -
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1

MACHINE FOR THE FABRICATION FILLING
o AND SEALING OF PACKAGES o

‘The invention relates to a machme for the fabricatien '

~ for the etrength of the seal such that little seal strength o
-is required. -

The increased number of work stations is provided

~filling, and sealing of packages, whereby the outer me-

- dium of packages, comprised of a shaped and welded

flexible sheet of material, is filled and sealed, said ma-

chine comprising-an expanding mandrel carousel, and at
~ least one filling carousel disposed thereafter in the flow 10
“of work, said filling carousel having a ﬁllmg statlon and

-' _a top seam welding station.

‘Such machines are employed mostly for manufactur- -
‘ing containers for liquids such as, e.g., milk; juices, and

- the like. The sheet of material is a continuous sheet,
~ which may be, e.g., paper coated with plastic, is drawn

ors are fabricated from said sheet by cutting and weld-

‘ing it. Each package exterior is held on an expanding.-éo_

 mandrel of an-expanding mandrel carousel.
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for in a manner which is very 51mple from a fabrication
standpoint and also space-saving, namely in that the

- stations for forming and sealing the top flaps are located =~
- on a separate top forming carousel. In comparison to
the option of providing a larger carousel with more =~

~work stations, the inventive arrangement has the advan-.

10 tage of better space utilization. Moreover, the arrange- o
ment 18 particularly simple from a fabrication stand-  ~

~ point, because basically the same component parts can '

- be used

- The invention is descrlbed in more detail heremafter,:" B
e -wrth the aid of an exemplary embodlment whlch s

rl]ustrated in the drawings.
off from a supply roller. The individual package exterl-

“In a known machine of the type described mrtrally-_f.-

above (U.S. Pat. No. 3,918,236), the package exteriors, =
having been thus shaped, and now open only at the top,
. are alternately transferred to two subsequent filling’
~ carousels, in each of which the package exteriors are <

- filled at a filling station and welded ata top seam weld-';

ing station.

- When packages havmg a paralleleplped shape are
- produced, flaps or lugs (from the weld) are formed at 10
- -the bottom and top of the package, respectively. In ™

- order to avoid disturbing these flaps or lugs (hereinafter
. called simply “flaps” or “weld flaps”) when the filled
 packages are carried in a larger packing container, e.g.
- acardboard shipping box, said flaps must be held flush 15
'--VII of FIG. 1, of a top flap heating station;

~  FIG.8isa magmﬁed partlal cross section, aleng the
~ line VIII—VIII of FIG. 1, showing a top weld ﬂap o

| .against the outside of the. packages or else must be cut.
- off. They may be cut off only if the weld at the given

~ location on the package exterior is constructed such
-that the cutting does not give rise to an opening. This
entails additional welding which is relatively costly.

23

- FIG. 1is a simplified plan view of a machine for the .
-fabncatron filling, and sealing of packages; SR
FIG. 2 is a magnified partial cross section, along the -
“line H—II of FIG. 1, showing the bottom weld flap' '-
- forming station in its initial position; SR
~ FIG. 3 is a partial cross section correspendmg to that -
~of FIG. 2, showing the bottom weld flap formmg sta- R
tion in its final position; - PR
'FIG. 4 is a magnified partial cross section, along the S
- line IV—IV of FIG. 1, showing the top seam welding
~ station in the welding position, with the initial position = =
‘of the welding head shown by the dot-dashed lines; =
FIG. § is a magnified partial cross section, along the =~
“line V=V of FIG. 1, showing a top weld flap fermmg RN

. station in its initial position;

- FIG. 6 is the top weld flap formmg station of FIG.5,
in its final position; -

'FIG. 7 is a partial cross section, aleng the lme VII- |

i sealing station in its initial position; and

40

- Simply pressing down the bottom and top weld flaps -

does not suffice to bring them into the proper position

An object of the invention is thus to devise a machine

of the type described initially above whereby the bot-

-~ for the subsequent packmg into the packing container. '

45

tom and top weld flaps (of the package) are durably

~ positioned against the outside of the package, and

~ wherein the additional work statmns necessary to ac-

~ complish this (durable positioning) are disposed on the
machine in a manner which maximally conserves space,

'FIG. 9 is the top weld flap sealing statlon ef FIG 8,
in its final position. L
The machine for the fabrication, ﬁllmg, and sealmg ef

_packages, which machine is shown in FIG. 1, comprises
- a supply roller 2 rotatably mounted on a machine frame - .
1, from which roller a flexible continuous sheet of mate-
rial is drawn off. This sheet material may be e.g., plastic-
“coated paper. The material 3 first passes through ascor- - =
- 1ng station 4 where it is longitudinally scored and then

- folded together. The material strip 3 then passes in this

50

and are as srmple as possable from a fabrleatmn stand-

'pomt

“This object 15 achlevecl according to the mventlon in
- that a bottom flap forming station is disposed on the
- expanding mandrel carousel, the top seam welding sta-

55 -

tion has welding dies which extend over the entire

. length of the top seam, and there is a top forming carou-

~sel located downstream of the filling carousel in the

flow of work, which top forming carousel has a top flap
- forming station and a top flap sealing station.

60

- The bottom and top flaps are preformed in the re-

spective forming stations such that in the subsequent
sealing station they can be sealed against the outside of
the package by simple means employing pressure and

_heat. The preforming enables the residual forces acting

configuration threugh a printer 5 which pnnts or im-

presses a date on it.

- Then the material strip 3 passes through a stampmg, R
__station 6, a longitudinal seam welding station 7 and a = -
- re-pressing and advancing station 8 where the longitudi-
nal seam is re-pressed and in the same action the sheetis
advanced. The cuts needed to fabricate a package exte-
‘rior are made at a cutting station 10, yielding discréte
‘blanks which are then pushed or loaded onto one of the -
~ expanding mandrels 12 of an expanding-mandrel carou-
sel 13 (shown only in outline in the Figure), at a loadmg o

station 11.

‘The package blanks are moved clockwise to a folding " |

| '_ station 14 at which the two side seams are formed. The
- folds which are formed by doubling over the sheet of

65

- on the sealing location to be kept very small, thus avoid- |
ing the danger that the seal will subsequently come
apart, and at the same time lowering the requirements

material 1.e., making a layered fold are located on the =
~bottom of the package. At station 14 the bottom flaps 16

of package 15 (FIG. 2), which flaps originate when the

package blank is loaded onto the expanding mandrel 12, e
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are heated preparatory to being sealed at the bottom

flap sealing station 17 (FIG. 3).

At this point the package exterior (hereinafter, *“‘the
package’) 15 1s ready for filling. The package is trans-
ferred from the spreading mandrel carousel 13 to a
filling carousel 19, in the process being removed from
the expanding mandrel. The package 15 is filled at a
filling station 20. The continuous top seam of the pack-
age 15 1s spread apart at a top seam spreading station 21
by means of spreading fingers, and is preformed at a
subsequent top seam forming station 22 to prepare it for
welding at a top seam welding station 23 (FIG. 4). The
closed package 15 is then transferred to a top forming
carousel 25 at a transfer station 24, and is carried to a
top flap forming station 26 (FIGS. 5 and 6) where the
top flaps, which at that point still extend outward, are
bent downward and thereby pre-formed. In a subse-
quent top flap heating station 28 (FIG. 27) the under-
sides of the top flaps 27 and the associated outside sur-
faces of the package are heated to enable said flaps to be
sealed to said surfaces at a subsequent top flap sealing
station 29 (FIGS. 8 and 9).

The finished packages 15 are moved to a discharge
turntable 31 at a discharge station 30 from whence they
are sent to be packed in larger packing containers.

The bottom flap forming station 17 (FIG. 2) has two
press plates 40 which are moveable transversely and are
connected to respective guide rollers 41. A hydraulic
pressure cylinder 42 employing some pressure medium
not necessarily liquid has a plunger 43 which carries a
vertically moveable control body 44 to which side arms
45 are attached which terminate in respective inclined
control surfaces 46 which engage the guide rollers 41.

At the respective lower ends of the press plates 40,
hinged pieces for weld flap forming 48 are swingably
attached by means of hinges 47. Each of the two said
hinged pieces bears a guide roller 49 which engages
curved control surfaces 50 on control body 44.

When the control body 44 is moved upward by the
hydraulic cylinder 42, the press plates 40 move side-
ways against the package 15. At the same time the
hinged flap-forming pieces 48 are swung into the final
positions shown in FIG. 3.

In FIG. 2 a bottom flap heater 51 is shown with dot-
dashed lines. This heater is disposed at the folding sta-
tion 14 to heat the bottom flaps 16 and the associated
outside surfaces of the package 15. These heated sur-
faces are then pressed together at the bottom flap form-
ing station 17 (FIG. 3) to seal the bottom flaps 16 (in the
pressed-together position). The press plates which rest
against the side surfaces of the package During this
sealing step prevent the side faces of the package from
curving or buckling outward when the compressive
force required for the sealing is applied to the bottom of
the package.

The top seam welding station 23 (FI1G. 4) has a weld-
ing head 61 which is moveable vertically by means of a
hydraulic pressure cylinder 60. Welding head 61 com-
prises a fixed welding die 62 and a swingable welding
die 63 swingably attached to said die 62. Both welding
dies 62 and 63 can be heated. The swingable welding die
63 1s operatively connected to a hydraulic pressure
cylinder 64,

When the package 15 with its top weld seam 65 hav-
ing been pre-formed at station 22 reaches the top seam
welding station 23, the welding head 61 is in the initial
swung-up position (shown in FIG. 4 with dot-dashed
lines). The hydraulic cylinder 60 moves the welding
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i
head 61 downward. Then the hydraulic cylinder 64
closes the welding head and exerts the necessary weld-
ing force on the top seam 65, with heating in addition.
The length of welding dies 62 and 63 is such that they
extend over the entire length of the top seam 65, and
thus the top seam is sealed completely in a single weld-

Ing operation. The top seam thus extends up to the top
weld flaps 27.

The transfer station 24 (not illustrated in detail) is
constructed similarly to the top seam welding station
23, except that the dies 62 and 63 are not heated but are
cooled. The top seam 65 is re-pressed here and hard-
ened. The device (basic structure shown in FIG. 4)
which holds the package at the top seam, at the transfer
station 24, is moveable transversely to the circumfer-
ence of the carousel and transports the package 15 from
the filling carousel 19 to the top forming carousel 25.

The top forming station 26 (FIGS. 5 and 6) has a
forming element 71 which is vertically moveable by a
hydraulic cylinder 70 and which has top weld flap
forming dies 72 extending down from the ends of its
plate-shaped middle piece. When forming element 71 is
lowered onto the package 15 (FIG. 6), the top flap
forming dies 72 press the top weld flaps 27 down to
pre-form said flaps.

At the subsequent top flap heating station 28 (FIG. 7),
the heating nozzles 74 of hot air blowers 73 make

contact with [sic-i.e., act on] the undersides of the top

weld flaps 27 and heat them along with the correspond-
Ing opposing surfaces of the side walls of the package.
During this process the top weld flaps 27 are held in
place by guides 785.

In the next station, the top weld flap sealing station 29
(FIGS. 8 and 9), the thus heated surfaces or flap sur-
faces are pressed against the side walls of the package
by flap sealing dies 80 capable of exerting sideways
force, and in that position the flap surfaces are stably
sealed. During this process and prior to the final sealing
the top weld flaps are held in place by guide rods 81.

The side-positioned flap sealing dies 80 are connected
to each other at a pivot 82, and are also connected to a
vertically moveable top bracing plate 83. A hydraulic
cylinder 84 is linked through its piston plunger 85 and
link rods (guide rods) 86 to each of the flap sealing dies
80 respectively. When the plunger 85 is driven outward,
first the top bracing plate 83 is pushed against the top
side of the package 15 and then the flap sealing dies 80
come to press sideways against the top weld flaps 27.
During this latter process the top bracing plate 83 pre-
vents the top side of the package 15 from curving or
buckling upward under the compressive force of the
flap sealing dies 80.

[ claim:

1. A machine for the fabrication, filling, and sealing of
packages, whereby the outer medium of the packages,
comprised of a shaped and welded, flexible sheet of
material, 1s filled and sealed, said machine comprising
an expanding mandrel carousel and at least one filling
carousel positioned in the flow of work, said filling
carousel having a filling station and a top seam welding
station; further comprising a bottom flap forming sta-
tion disposed on the expanding mandrel carouse! pro-
vided with two press plates, swingably attached hinged
pieces connected to said two press plates for weld flap
forming; a vertically moveable control body including
two control surfaces each or which produces a trans-
verse movement of one of said two press plates, and said
control body further including two curved control sur-
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- faces each of which engages one of said hmged pleces .'
for weld flap forming and so as to cause said piece to

execute a swinging motion; the top seam welding sta-
~ tion provided with welding dies which extend over the-

entire length of the top seam; a top forming carousel

6

3 A machine according to claim 1; including a trans-

-'fer station provided at the transfer point between the
filling carousel and the top forming carousel, said sta-

- tion comprising a driveable transferrmg holding means

5

- located downstream of the ﬁlhng carousel (19) in the

- flow of work, said top forming carousel provided with
~a top flap forming station and a top flap sealing station.

- 2. A machine according to claim 1; wherein the top

- seam welding station comprises a welding head move-

able vertically by means of a hydraulic cylinder and

‘which includes a fixed welding die and a swingable

10

- welding die swingably attached to said fixed die, both of -
- which - dies are heatable; the swingable welding die

- being. cperatwely connected tc a hydraullc pressure
--cyhnder | | |

20

25

15

comprised of a holding head which is vertically move--

able by means of-a hydraulic cylinder and which is

- comprised of a fixed jaw piece and a swingable jaw.
- piece pivotably connected to said fixed jaw piece; said =

swingable jaw piece 1s operatively connected to a hy- |
draulic cylinder. -
- 4, A machine acccrdmg to c]alm 1; wherein the tc-p'_

- flap sealing station comprises a vertically moveable top .
bracing plate and two sideways operating flap sealing -~
- dies pivotably connected to each other through a pivot - -

point and to said top bracing plate.
S *** % %
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